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(57) ABSTRACT

A hot press forming apparatus that hot press forms a blank to
process the blank into a formed product includes: a conduc-
tion heating mechanism installed in the hot press forming
apparatus, the conduction heating mechanism clamping the
fed blank at a predetermined conducting position so as to be
in a conveyance-stopped state, and performs conduction heat-
ing onto the blank; a die quenching type hot press mechanism
installed in the hot press forming apparatus and disposed
thermally isolated downstream of the conduction heating
mechanism, the hot press mechanism hot pressing the blank
subjected to conduction heating at a predetermined process-
ing position; and a conveying mechanism installed in the hot
press forming apparatus. The conveying mechanism conveys
the blank subjected to conduction heating at least from the
conducting position to the processing position, to supply the
blank to the hot press mechanism.
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1
HOT PRESS FORMING APPARATUS AND
HOT PRESS FORMING METHOD

CROSS-REFERENCE TO RELATED
APPLICATION

The present invention is based on and claims the benefit of
the priority of Japanese Patent Application No. 2007-322505
(filed on Dec. 13, 2007), and the disclosure of which is incor-
porated herein in its entirety by reference thereto.

TECHNICAL FIELD

The present invention relates to a hot press forming appa-
ratus and a hot press forming method, and in particular, to a
hot press forming apparatus and a hot press forming method
for die quenching.

BACKGROUND

As one of the methods of mass-producing vehicle parts
requiring high-strength, ahot press forming technique or a die
quenching technique is employed. The die quenching tech-
nique is a technique in which a steel plate is heated to about
900° C., and the steel plate is thereafter rapidly cooled simul-
taneously with press forming, to quench a formed product.
Further, for the heating of a steel plate, conventionally, a
continuous heating furnace installed separately from the
press forming apparatus is generally used.

As such a heating furnace, a hot press forming system
disclosed in Patent Document 1 employs a radiation heating
machine separately installed in the preceding stage of its hot
press forming apparatus. In a hot press forming apparatus
disclosed in Patent Document 2, such a heating furnace is
separately installed in the preceding stage of the hot press
forming apparatus, and heated blanks are robotically con-
veyed between its heating furnace and the hot press forming
apparatus.

Further, additionally, in Patent Document 3, there is dis-
closed a hot press forming method for metal plate comprising
the successive steps of “respectively attaching electrodes to
one or more places of the both ends of a metal plate inside a
metal die or in the vicinity of the die outside the metal die,
applying an electric current between the electrodes to heat the
metal plate to a predetermined working temperature by Joule
heat, and performing hot press forming”.

In Patent Document 4, there is disclosed a carrier apparatus
for plate material for press in which “heating means for heat-
ing a portion corresponding to a formed portion of the plate
material for press is provided to a conveyor hand that conveys
a plate material for press to a press die for press working”.
Patent Document 1: Japanese Patent Kokai Publication No.
JP-P2006-289425A
Patent Document 2: Japanese Patent Kokai Publication No.
JP-P2006-130513A
Patent Document 3: Japanese Patent Kokai Publication No.
JP-P2002-18531A
Patent Document 4: Japanese Utility Model Kokai Publica-
tion No. JP-U-61-127832

SUMMARY

The disclosures in Patent Documents 1 to 4 described
above are herein incorporated by reference thereto. The
analysis set forth below is given by the present invention.

In the case where a steel plate is heated by a continuous
heating furnace installed separately from a press forming
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apparatus in the conventional die quenching technique or the
invention in Patent Document 1 or 2 described above, there is
a problem relating to its productivity and an installation area
for the forming system. The reason for the problem is that, in
contrast to that it takes a time of at least about 3 to 5 minutes
in order to raise a temperature of a steel plate at room tem-
perature to about 900° C. as described above by a heating
furnace, and on the other hand, a time required for a pressing
step or a pressing cycle is about 30 seconds at most, which
makes it necessary to have many stock blanks, i.e., ten or
more blanks in heating in the heating furnace in order not to
keep the press apparatus waiting, and accordingly, the volume
of'the heating furnace is increased, that increases an installa-
tion area for the forming system.

According to the invention of Patent Document 3, since
conduction heating onto blanks is performed in a metal die or
in the vicinity of the metal die, a waiting time for the entire
process is specified on the basis of a sum of the time required
for heating and pressing. Thereby, according to the invention
of Patent Document 3, bringing about a problem that a time
required for completing one formed product is further
increased, and its productivity is reduced. In addition, accord-
ing to the invention of Patent Document 3, since conduction
heating is performed in a metal die or in the vicinity of the
metal die, a problem that a structure for securing electrical
insulation or thermal insulation between its electrodes and the
metal die is needed, which makes the apparatus get more
complex or become more enlarged, is brought about.

According to a device of Patent Document 4, since blanks
are heated in the step of conveyance, a problem that a struc-
ture for securing electrical insulation or thermal insulation
between its electrodes for heating and its conveying mecha-
nism is needed, which makes the apparatus get more com-
plex, and it is difficult to sufficiently heat blanks depending on
a size of a blank, is brought about.

Itis an object of the present invention to provide a hot press
forming apparatus and a hot press forming method which are
capable of shortening a time required from the start of heating
a blank to the termination of forming, that is suitable for die
quenching, and a hot press forming apparatus which can be
downsized and a hot press forming method suitably executed
in the downsized hot press forming apparatus.

According to a first aspect of the present invention, there is
provided a hot press forming apparatus that hot press-forms a
blank into a formed product. The apparatus comprises a con-
duction heating mechanism which is installed in the hot press
forming apparatus and clamps the fed blank in a conveyance-
stopped state at a predetermined energizing position (i.e.,
conducting position) to perform conduction heating onto the
blank; a die quenching hot press mechanism which is
installed in the hot press forming apparatus and disposed so as
to be thermally isolated downstream of the conduction heat-
ing mechanism wherein the hot press mechanism hot presses
the conduction heated blank at a predetermined processing
position; and a conveying mechanism which is installed in the
hot press forming apparatus, wherein the conveying mecha-
nism conveys the conduction heated blank at least from the
energizing position to the processing position to supply the
blank to the hot press mechanism.

According to a second aspect of the present invention, there
is provided a hot press forming method that hot press-forms a
blank into a formed product. The method comprises an ener-
gizing and processing step that clamps a blank at an energiz-
ing position in a conveyance-stopped state to perform con-
duction heating onto the blank; and hot presses an other
previously conduction heated blank at a processing position
on the downstream side thermally isolated from the energiz-
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ing position in synchronization with the heating of the blank;
and a conveying step that rapidly conveys the conduction
heated blank from the energizing position to the processing
position, and conveys the formed product from the processing
positionto a discharging position at which the formed product
is discharged from the processing position in synchronization
with the rapid conveying of the conduction heated blank.
The advantageous effects of the present invention will be
exemplified below.
(1) Since thermal conduction from a blank in the step of
conduction heating or conveying to a hot press mechanism,
especially a die, that is desired to be always intensively cooled
and kept at a sufficiently-low temperature for execution of die
quenching is prevented as much as possible, it is possible to
immediately carry out a processing cycle including hot press
forming and rapid quenching, i.e., a die quenching cycle onto
the conduction heated blank which has been conveyed to the
processing position. Thereby, the formed product is cooled at
a sufficiently high speed to be quench-hardened during the
hot press forming or after forming.
(2) Since a conduction heating mechanism and a die quench-
ing hot press mechanism are disposed so as to be thermally
isolated from each other, and rapid conveying of a blank is
performed by use of a conveying mechanism between the
both mechanisms, it is possible to prevent harmful effects
which the conduction heating step and the hot pressing step
exert on each other. For example, an effect that conduction
heating exerts on components of the hot press mechanism is
prevented, and for example, heating of the die due to conduc-
tion heating is prevented, which offers an expectation of
improving the rapid quenching effect by the die, i.e., harden-
ability by die quenching during the hot pressing. Further, it is
easy to secure the insulation between the conduction heating
mechanism and the hot press mechanism.
(3) Since conduction heating and hot pressing can be inde-
pendently and synchronously performed, as a result, it is
possible to shorten a time required from the start of heating a
blank to the termination of forming the blank. Further, since
it is possible to shorten a heating time, oxidization of a blank
due to heating is prevented or restrained. Thereby, a subse-
quent step for eliminating an oxidized portion of the formed
product can be made unnecessary, or laborsaving thereof is
possible.
(4) Since the conduction heating mechanism is built into the
hot press forming apparatus to integrate the conduction heat-
ing mechanism and the hot press mechanism, the entire sys-
tem required for hot press forming can be downsized, and an
installation area for the entire system is decreased to achieve
space-saving.
(5) Since the conduction heating mechanism is installed inde-
pendently from the conveying mechanism, it is possible to
reduce an effect that conduction heating exerts on the con-
veying mechanism. For example, it is easy to secure insula-
tion between the conduction heating mechanism and the con-
veying mechanism, which prevents a thermal effect which
conduction heating exerts on components of the conveying
mechanism.
(6) Since the conduction heating mechanism is installed inde-
pendently from the hot press mechanism and the conveying
mechanism, it is easy to support a blank which may be
deformed by heating.
(7) Since feeding of a blank, conveying of the blank to the
energizing position, conveying of the blank to the processing
position, and conveying of a formed product to the discharg-
ing position can be performed in synchronization with each
other, a time required for one cycle is shortened, which pre-
vents or restrains oxidization of the formed product.
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4
BRIEF DESCRIPTIONS OF THE DRAWINGS

FIG. 1A is an appearance view of a hot press forming
apparatus according to an example of the present invention.
FIG. 1B is an appearance view of a hot press forming system
according to a comparative example.

FIG. 2 is ablock diagram for explanation of a configuration
of the hot press forming apparatus shown in FIG. 1A.

FIGS. 3A to 3C are drawings of three planes for explana-
tion of the hot press forming apparatus shown in FIG. 1A.
FIG. 3A is a top plan view, FIG. 3B is a front view and FIG.
3C is a side view, respectively.

FIG. 4 is an enlarged view of FIG. 3C.

FIG. 5 is a flowchart for explanation of an outline of steps
of conveying, heating, and forming by the hot press forming
apparatus according to an example of the present invention.

(A)to (H) of FIG. 6 are process drawings for explanation of
an outline of steps of conveying, heating, and forming by the
hot press forming apparatus according to an example of the
present invention.

As for explanation of signs, refer to the end of the descrip-
tion.

PREFERRED MODES

A hot press forming apparatus according to a preferred
exemplary embodiment of the present invention has a control
mechanism that executes a cycle of successive steps including
a heating step by the conduction heating mechanism, a pro-
cessing step by a hot press mechanism, and a conveying step
by the conveying mechanism in accordance with a predeter-
mined sequence. A time required for carrying out a successive
cycle including a heating step and a hot pressing step of the
blank is shortened. It is preferable that the predetermined
sequence is set such that the control mechanism executes at
least the heating step by the conduction heating mechanism
and the processing step by the hot press mechanism in syn-
chronization with each other, and it is more preferable that the
predetermined sequence is set such that all the carrying steps
are synchronously or simultaneously carried out.

The hot press forming apparatus according to a preferred
exemplary embodiment of the present invention has a feeding
mechanism that supplies a blank to the hot press forming
apparatus or the conduction heating mechanism. In this case,
it is preferable that the control mechanism can synchronize,
not only the operations of the conduction heating mechanism,
the hot press mechanism, and the conveying mechanism, but
also an operation of the blank feeding mechanism. Note that
it is also possible to directly feed a blank into the conduction
heating mechanism, and in this case, the feeding position and
the energizing position are matched to one another. It is also
possible for the conveying mechanism of the present inven-
tion to serve as the feeding mechanism as well, or the feeding
mechanism may be separately provided. For example, a trans-
fer mechanism or a robotic mechanism may be used as the
feeding mechanism.

The hot press forming apparatus according to a preferred
exemplary embodiment of the present invention comprises a
taking-out (discharging) mechanism that carries out a formed
product from the hot press forming apparatus or the hot press
mechanism. In this case, it is preferable that the control
mechanism synchronizes, not only the operations of the con-
duction heating mechanism, the hot press mechanism, and the
conveying mechanism, but also the operation of the taking-
out mechanism. Note that it is also possible to directly take
out a formed product from the hot press mechanism, and in
this case, the processing position and the discharging position
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are matched to one another. It is also possible for the convey-
ing mechanism of the present invention to serve as the taking-
out mechanism as well, or the taking-out mechanism may be
separately provided according to the circumstances. For
example, a transfer mechanism or a robotic mechanism may
be used as the taking-out mechanism.

The present invention is suitably applied to a hot press
forming apparatus in which a blank is cut by a hot press
mechanism or another cutting mechanism at a processing
position. In the case of this exemplary embodiment, holding
mechanisms or holding members of a conveying mechanism
may be elongated and contracted to be capable of holding a
formed product cut to be shorter than the blank, or a formed
and cut product may be taken-out by an taking-out mecha-
nism separately installed.

In a preferred exemplary embodiment of the present inven-
tion, it is preferable that the conveying mechanism has a
holding mechanism free to hold the blank synchronously at
least at the energizing position and the processing position. It
is more preferable that the conveying mechanism has a hold-
ing mechanism free to hold the blank at a feeding position at
which the blank is fed into the hot press forming apparatus or
the conduction heating mechanism, and free to hold the
formed product at a discharging position at which the formed
product is discharged from the hot press forming apparatus.
According to this aspect, since it is easy to synchronize the
conveyance of a plurality of blanks and/or formed products, a
time required for carrying out a successive cycle including
steps of feeding, heating, and hot pressing of a blank, and a
discharging step of a formed product is shortened.

In a preferred exemplary embodiment of the present inven-
tion, the holding mechanism has a plurality of holding mem-
bers that respectively reciprocate so as to be synchronized
with each other between the energizing position and the pro-
cessing position, the feeding position and the energizing posi-
tion, and/or the processing position and the discharging posi-
tion, and hold or release the blank and/or the formed product.
According to this aspect, the conveying mechanism is sim-
plified as a whole and the conveyance of blanks and/or formed
products can be performed efficiently, which shortens a time
required for carrying out a successive cycle including feed-
ing, heating, and hot pressing of a blank, and discharging a
formed product.

In a preferred exemplary embodiment of the present inven-
tion, the conveying mechanism has a pair of parallel arms
extending along a conveying direction of the blank, driving
mechanism for driving the pair of parallel arms to be free to
move in a reciprocating manner along the conveying direc-
tion, a lifting up/down (vertical) direction perpendicular to
the conveying direction, and a width direction perpendicular
to the conveying direction and lifting up/down directions, and
aplurality of holding members which are attached to the pair
of parallel arms at predetermined intervals along the convey-
ing direction, the plurality of holding members hold the blank
and/or the formed product when the pair of parallel arms
approaches each other along the width direction, and release
the holding when the pair of parallel arms is separated from
each other. According to this aspect, the conveying mecha-
nism for blanks and/or formed products is downsized and the
conveyance thereof are made efficient, which shortens a time
required for carrying out a successive cycle composed of a
conveyance, heating and hot pressing of a blank.

In a preferred exemplary embodiment of the present inven-
tion, the hot press mechanism has a cooling die for hot press-
ing and rapid quenching the blank. According to the present
invention, since the conduction heating mechanism and the
hot press mechanism are disposed so as to be thermally iso-
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6

lated, it is possible to perform sufficient rapid quenching
simultaneously with hot pressing by the die or the cooling die
of the hot press mechanism, which makes it possible to suf-
ficiently quench a formed product. It is preferable that the
conduction heating mechanism and the hot press mechanism
are disposed so as to be isolated (remote) from each other
such that the hot press mechanism performs die quenching to
obtain a rapidly-quenched formed product. Note that it is
preferable that the hot press mechanism has a die forcibly
cooled, or occasionally naturally cooled, i.e., a cooling die
whose temperature can be kept at which it is possible to
perform die quenching. The hot press mechanism may have a
channel which is formed in the die through which a fluid
(water, oil, or air) circulates and a pump for circulating the
fluid (water, oil, or air) through the channel.

In a preferred exemplary embodiment of the present inven-
tion, in the conveying step, a step of further feeding a new
blank at the energizing position is carried out in synchroni-
zation with a step of conveying the conduction heated blank
from the energizing position to the processing position and a
step of conveying the formed product from the processing
positionto a discharging position at which the formed product
is discharged. According to this aspect, since it is possible to
simultaneously carry out a step of supplying the blank to the
apparatus, a step of conveying the conduction heated blank
inside the apparatus, and a step of discharging the formed
product out of the apparatus, it is possible to simplify the
conveying steps and the conveying mechanism.

In a preferred exemplary embodiment of the present inven-
tion, the hot pressing is die quenching that performs rapid
quenching during hot pressing.

In a preferred exemplary embodiment of the present inven-
tion, since the conduction heated blank is rapidly conveyed
within 10 seconds, preferably within 5 seconds or several
seconds, from the energizing position to the processing posi-
tion, which prevents or restrains temperature drop and oxida-
tion of the blank.

In a preferred exemplary embodiment of the present inven-
tion, it suffices to perform conduction heating to heat the
blank to a temperature to be possible for hot pressing. For
example, in the case of steel blanks, it suffices to perform
conduction heating between an Al transformation tempera-
ture and a liquid-phase precipitation temperature, for
example, ranging from 850 to 1,200° C. Further, provided
that a temperature of the die of the hot press mechanism is set
to a temperature ranging from a room temperature to about
250° C., it is possible to cool a blank heated to the Al tem-
perature or more to a temperature of about 220° C. or less at
a speed of 20° C./second or more, which gives a sufficient
quench-hardening.

The present invention is suitably applied to forming of
blanks of various materials which can be subjected to con-
duction heating and hot processing, and in particular, to die
quenching. For example, the present invention is applied to
forming of steel system, aluminum system, and other various
metal materials. The present invention is suitably applied to
forming of not only general steel plates, but also plated steel
plates (for example, zinc-galvanized steel plates, alloying hot
dip zinc-galvanized steel plates, aluminum plated steel plates,
and the like). The present invention is suitably applied to a hot
press forming apparatus having one hot press mechanism, or
a hot press forming method for performing one-time hot
pressing.

EXAMPLES

Hereinafter, an example of the present invention will be
described with reference to the accompanying drawings. FIG.
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1A is an appearance diagram of a hot press forming apparatus
according to an example of the present invention, and FIG. 1B
is an appearance diagram of a hot press forming system
according to a comparative example.

Referring to FIG. 1A, in a hot press forming apparatus 1
according to an example of the present invention, a conduc-
tion heating mechanism 3 to which blanks are supplied one by
one from a feeding mechanism 2, a die quenching hot press
mechanism 4 disposed so as to be thermally isolated on the
downstream side ofthe conduction heating mechanism 3, and
a transfer mechanism 5 serving as a conveying mechanism
that at least conveys a conduction heated blank from the
conduction heating mechanism 3 to the hot press mechanism
4 and conveys a formed product from the hot press mecha-
nism 4 toward an discharging position are built into the appa-
ratus 1. Note that a conveying conveyor 7 for discharging a
formed product or a completed article from the discharging
position of the apparatus 1 is additionally installed in the hot
press forming apparatus 1.

On the other hand, referring to FIG. 1B, a hot press forming
system 100 according to the comparative example is made up
of a hot press forming apparatus 101, a continuous heating
furnace 103 which is disposed outside the hot press forming
apparatus 101, and to which blanks are supplied from a feed-
ing mechanism 102, the continuous heating furnace 103
simultaneously heats a plurality of blanks, a loading appara-
tus 104 that conveys a heated blank from the continuous
heating furnace 103 to the hot press forming apparatus 101,
and an unloading apparatus 105 that conveys a formed prod-
uct from the hot press forming apparatus 101 toward a dis-
charging position.

By contrasting FIG. 1A to FIG. 1B, it is clear that the hot
press forming apparatus 1 according to an example of the
present invention has an area required for installation thereof
which is half or less than that of the hot press forming system
100 according to the comparative example using the continu-
ous heating furnace 103. Further, according to the hot press
forming apparatus 1 of the present example, a heating time by
energization, a conveying time from an energizing position to
aprocessing position, and the like are all several seconds, and
a time required from the start of conduction heating to the
termination of forming is several seconds to several tens of
seconds in total. In contrast thereto, according to the system
100 of the comparative example, since it takes several min-
utes for radiation heating in the heating furnace, it takes about
a couple of (2 or 3) minutes from the start of heating to the
termination of forming in total. That is, by use of the hot press
forming apparatus 1 of the present example, it is expected to
improve productivity or mass productivity at least double or
more, and oxidation of blanks is prevented or restrained.

FIG. 2 is ablock diagram for explanation of a configuration
of the hot press forming apparatus shown in FIG. 1A. Refer-
ring to FIG. 2, the hot press forming apparatus 1 is composed
by including a feeding mechanism 2, a conduction heating
mechanism 3, a hot press mechanism 4, a transfer mechanism
5, and a control mechanism 6 for making these mechanisms 2
to 5 operate synchronously.

The blank feeding mechanism 2 is a robotic mechanism,
that takes out the blanks one by one from a magazine in which
aplurality of blanks are contained, to supply those one by one
to a feeding position for blanks in the conduction heating
mechanism 3 or the hot press forming apparatus 1 in accor-
dance with a command from the control mechanism 6.

The conduction heating mechanism 3 performs clamping
of a fed blank and release thereof and performs energization
to heat the clamped and conveyance-stopped blank in accor-
dance with a command from the control mechanism 6.
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The hot press mechanism 4 hot presses and rapidly-cools a
heated blank in accordance with a command from the control
mechanism 6, thereby forming a formed product from the
blank, basically, by one-time hot pressing.

The conveying mechanism 5 has a plurality of holding
mechanisms or holding members that hold blanks or formed
products or release the holdings thereof at a feeding position
at which a blank is fed into the hot press forming apparatus 1
or the conduction heating mechanism 3, an energizing posi-
tion at which the conduction heating mechanism 3 energizes
the blank, a processing position at which the hot press mecha-
nism 4 hot presses the blank, and a discharging position at
which a formed product is discharged from the hot press
forming apparatus 1, and respectively reciprocate between
the feeding position and the energizing position, the energiz-
ing position and the processing position, and the processing
position and the discharging position in accordance with a
command from the control mechanism 6 (refer to clamps 53a
to 53¢ in FIG. 6).

The control mechanism 6 has a microcomputer that
receives information output from various types of sensors
provided in the mechanisms 2 to 5, for example, a stroke
sensor monitoring strokes of the die of the hot press mecha-
nism 4, a micro switch detecting states of the feeding mecha-
nism 2 and the conveying mechanism 5 or driving means
thereof such as air cylinders, a temperature sensor detecting a
temperature of a blank heated by the conduction heating
mechanism 3, and the like, and outputs a control signal in
order to control the mechanisms 2 to 5 to operate synchro-
nously on the basis of those information.

FIGS. 3A to 3C are diagrams of three planes for explana-
tion of the hot press forming apparatus shown in FIG. 1A.
FIG. 3A is a top plan view thereof, FIG. 3B is a front view
thereof, and FIG. 3C is a side view thereof. FIG. 4 is an
enlarged view of FI1G. 3C.

Referring to FIGS. 3A to 3C and FIG. 4, in the hot press
forming apparatus 1, a feeding position P0 at which a blank is
fed, an energizing position P1 at which conduction heating by
the conduction heating mechanism 3 is performed, a process-
ing position P2 at which hot pressing or die quenching by the
hot press mechanism 4 is performed, and a discharging posi-
tion P3 at which a formed product is discharged from the hot
press forming apparatus 1 are set at regular pitches in the
order from the upstream side toward the downstream side
along a conveying direction.

The conduction heating mechanism 3 has a plurality of
electrodes 31 that clamp a blank at the energizing position P1
to energize the blank, an electrode lifting up/down cylinder 32
that lifts up/down the plurality of electrodes 31 to clamp a
blank or release the clamping, a movable clamping cylinder
33 thatdrives a pair of the electrodes 31 vertically facing each
other to freely move along a longitudinal direction of a blank,
a translatory guide 34 that guides a pair of the electrodes 31
moving, and support rods 35 which are disposed immediately
beneath the energizing position P1, that are free to support the
central portion of a blank, to prevent the central portion of the
blank from drooping due to conduction heating as much as
possible. It is preferable that a clamping position by a pair of
upper and lower electrodes (31, 31) on one side among the
pairs of upper and lower electrodes (31, 31) and (31, 31)
laterally facing each other is fixed, and the other pair of upper
and lower electrodes (31, 31) on the other side is made mov-
able along a longitudinal direction of a blank. During con-
duction heating, the pair of upper and lower electrodes (31,
31) on the one side holds one side of a blank at the fixed
position, and the other pair of upper and lower electrodes (31,
31) on the other side moves along a longitudinal direction of
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the blank while holding the other side of the blank according
to the thermal deformation of the blank, to apply appropriate
tension to the blank, which makes it possible to prevent dis-
tortion of the blank as much as possible.

The hot press mechanism 4 has a cooling die 41 for per-
forming hot pressing to rapidly cool a conduction heated
blank at the processing position P2.

The conveying mechanism 5 has a pair of parallel arms 51
extending along a conveying direction of the blank, cylinders
52a 10 52¢ (refer to (A) and (A") of FIG. 6) serving as driving
means that drive the pair of parallel arms 51 to freely move in
a reciprocating manner along the conveying direction, a lift-
ing up/down direction perpendicular to the conveying direc-
tion, and a width direction perpendicular to the conveying and
lifting up/down directions, and a plurality of clamps 53a to
53¢ (refer to FIG. 6) serving as holding mechanisms or hold-
ing members which are attached (plurally) to the pair of
parallel arms 51 at predetermined intervals along the convey-
ing direction, and hold a blank or a formed product when the
pair of parallel arms 51 approaches each other along the width
direction, and release the holding when the pair of parallel
arms 51 is separated from each other. The plurality of clamps
53a to 53¢ are disposed at regular pitches on the pair of
parallel arms 51 so as to correspond to the distances between
the feeding position PO, the energizing position P1, the pro-
cessing position P2, and the discharging position P3. As the
plurality of clamps 53a to 53¢, various holding members such
as claws pinching a blank, holding members driven by air
cylinders, chucks, or suction disks may be employed. Note
that a servo motor or the like may be employed as driving
means in place of the cylinders 52a to 52¢ serving as driving
means.

Moreover, the conveying mechanism 5 has a support rod 54
that supports and/or guides a blank thermally deformed such
that its central portion droops due to conduction heating
between the energizing position P1 and the processing posi-
tion P2. The support rod 54 is inclined so as to be higher
toward the downstream side in the conveying direction such
that the side of the processing position P2 is made higher than
the side of the energizing position P1. The inclined angle of
the support rod 54 is set in accordance with a material of
blanks, a heating temperature, and a stroke width in the lifting
up/down direction of the conveying mechanism 5.

The outline of steps of conveying, heating, and forming by
the hot press forming apparatus according to an example of
the present invention described above will be described. FI1G.
5 is a flowchart for explanation of an outline of steps of
conveying, heating, and forming by the hot press forming
apparatus according to an example of the present invention.

Referring to FIGS. 3A to 3C and FIG. 5, an initial blank
(material) is set at the feeding position PO by the feeding
mechanism 2 such as a robotic mechanism in step S1, and
when it is detected that the blank is placed or set, the convey-
ing mechanism 5 starts operating in step S2, and the convey-
ing mechanism 5 conveys the blank from the feeding position
PO to the energizing position P1 in step S3, and the conveying
mechanism 5 releases the holding of the blank and the con-
duction heating mechanism 3 clamps the blank in step S4.
The conduction heating mechanism 3 performs conduction
heating onto the blank in a conveyance-stopped state in step
S5, and when it is detected that the temperature of the blank
reaches a predetermined temperature by the temperature sen-
sor (refer to FIG. 2) provided in the conduction heating
mechanism 3 in step S6, the conduction heating mechanism 3
stops energizing in step S7, and the conduction heating
mechanism 3 releases the clamping of the blank in step S8.
When it is confirmed that the conduction heating mechanism
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3 or the conduction heating apparatus returned to the initial
position in step S9, the conveying mechanism 5 holds to
convey the conduction heated blank from the energizing posi-
tion P1 to the processing position P2 in step S10, and in the
processing position P2 the cooling die 41 of the hot press
mechanism 4 performs hot press forming to rapidly-cool the
blank, i.e., die quenching onto the blank in step S11. When it
is confirmed that the cooling die 41 of the hot press mecha-
nism 4 returned to the initial position in step S12, the convey-
ing mechanism 5 conveys or brings out the formed product
from the processing position P2 to the discharging position P3
in step S13.

When the above-described cycle is repeatedly and continu-
ously carried out, the step of conveying a blank from the
feeding position PO to the energizing position P1 in step S3,
the step of conveying a conduction heated blank from the
energizing position P1 to the processing position P2 in step
S10, and the step of conveying a formed product from the
processing position P2 to the discharging position P3 in step
S13 are synchronously driven to be simultaneously carried
out.

The details of steps of conveying, heating, and forming by
the hot press forming apparatus according to an example of
the present invention described above will be described. (A)
to (H) of FIG. 6 are process drawings for explanation of an
outline of steps of conveying, heating, and forming by the hot
press forming apparatus according to an example of the
present invention.

Referring to (A)and (A") of FIG. 6, the pair of parallel arms
51 is located on the lower side and separated from each other
at the initial position of the conveying mechanism 5.

Referring to (A) and (B) of FIG. 6, the pair of parallel arms
51 is driven to come close in the width direction by the
cylinders 52¢, and the plurality of clamps (holding members)
53a to 53¢ respectively clamp a new blank W0 at the feeding
position P0, a conduction heated blank W1 at the energizing
position P1, and a formed product W2 die-quenched at the
processing position P2. Note that the plurality of clamps 53a
to 53¢ may be holding mechanisms equipped with driving
mechanisms in themselves, or may be holding members
driven by others.

Referring to (B) and (C) of FIG. 6, the pair of parallel arms
51 is driven to lift up by the cylinders 5264.

Referring to (C) and (D) of FIG. 6, the pair of parallel arms
51 is driven to move to the downstream side in the conveying
direction by the cylinders 524, and the plurality of clamps 53a
to 53¢ respectively move to the energizing position P1, the
processing position P2, and the discharging position P3.

Referring to (D) and (E) of FIG. 6, the pair of parallel arms
51 is driven to lift down by the cylinders 5264.

Referring to (E) and (F) of FIG. 6, the pair of parallel arms
51 is driven to be separated away in the width direction by the
cylinders 52¢, and the plurality of clamps 534 to 53¢ respec-
tively unclamp the new blank W0 at the energizing position
P1, the conduction heated blank W1 at the processing posi-
tion P2, and the die-quenched formed product W2 at the
discharging position P3.

Referring to (F) and (G) of FIG. 6, the pair of parallel arms
51 is driven to lift up by the cylinders 525. Referring to (G)
and (H) of FIG. 6, the pair of parallel arms 51 is driven to
return to the upstream side in the conveying direction by the
cylinders 52a, and the plurality of clamps 53a to 53¢ respec-
tively return to the feeding position P0, the energizing posi-
tion P1, and the processing position P2. During these steps, a
new blank W00 is fed at the feeding position P0, the blank W0
is subjected to conduction heating at the energizing position
P1, the blank W1 is subjected to hot pressing at the processing
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position P2, and the formed product W2 is taken out from the
discharging position P3 so as to be synchronized with each
other.

INDUSTRIAL APPLICABILITY

The hot press forming apparatus and the hot press forming

method according to the present invention are applied to
forming or manufacturing of a plate material made of metal,
in particular, to die quenching. In detail, the hot press forming
apparatus and the hot press forming method according to the
present invention are suitably applied to forming or manufac-
turing of vehicle parts requiring mass productivity, for
example, forming or manufacturing of various types of rein-
forcing members for vehicle bodies, in particular, door
beams, bumper reinforcements, and the like.
The modifications and adjustments of the embodiment and
example are possible within the scope of all the disclosures
(including the claims) of the present invention, and further on
the basis of the basic technical concept. Further, a wide vari-
ety of combinations and selections of various disclosed ele-
ments are possible within the scope of claims of the present
invention.

EXPLANATION OF SIGNS

1 Hot press forming apparatus

1a Housing

2 Feeding mechanism

3 Conduction heating mechanism

4 Hot press mechanism

5 Conveying mechanism (Transfer mechanism)
5a Specific (or central) Part of Conveying mechanism
6 Control mechanism

7 Conveying conveyor

31 A plurality of electrodes

32 Electrode lifting up/down cylinder
33 Movable clamping cylinder

34 Translatory guide

35 Support bar

41 Die, Cooling die

51 A pair of parallel arms

52a to 52¢ Cylinders (driving means)
53a to 53¢ Clamps (holding means)
51 Support bar

PO Feeding position

P1 Energizing position

P2 Processing position

P3 Discharge position

W0, W00, W1 Blanks

W2 Formed product

The invention claimed is:

1. A hot press forming apparatus that hot press-forms a

blank into a formed product, the apparatus comprising:

a conduction heating mechanism which is installed in a
housing of the hot press forming apparatus and clamps a
fed blank at a predetermined energizing position in a
conveyance-stopped state and performs conduction
heating onto the blank;

a die quenching hot press mechanism which is installed in
the housing of the hot press forming apparatus and dis-
posed so as to be thermally isolated downstream of the
conduction heating mechanism, wherein the hot press
mechanism hot presses the conduction heated blank at a
predetermined processing position; and
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a conveying mechanism arranged at least from the energiz-
ing position to the processing position which is installed
in the housing of the hot press forming apparatus,
wherein the conveying mechanism conveys the conduc-
tion heated blank at least from the energizing position to
the processing position to supply the blank to the hot
press mechanism, wherein the conveying mechanism
comprises:

a pair of parallel arms extending along a conveying
direction of the blank,

adriving mechanism that drives the pair of parallel arms
to move in a reciprocating manner along the convey-
ing direction, a lifting up/down direction perpendicu-
lar to the conveying direction, and a width direction
perpendicular to the conveying and lifting up/down
directions; and

aplurality of holding members which are attached to the
pair of parallel arms at predetermined intervals along
the conveying direction, the plurality of holding
members hold the blank and/or the formed product
when the pair of parallel arms approaches each other
along the width direction, and release the holding
when the pair of parallel arms is separated from each
other.

2. The hot press forming apparatus according to claim 1,
further comprising a control mechanism that executes a cycle
of successive steps including: a heating step by the conduc-
tion heating mechanism, a processing step by the hot press
mechanism, and a conveying step by the conveying mecha-
nism in accordance with a predetermined sequence.

3. The hot press forming apparatus according to claim 2,
wherein the control mechanism executes at least the heating
step by the conduction heating mechanism and the processing
step by the hot press mechanism in synchronization with each
other.

4. The hot press forming apparatus according to claim 1,
wherein the conveying mechanism has a holding mechanism
that is capable of holding the blank synchronously at least at
the energizing position and the processing position.

5. The hot press forming apparatus according to claim 4,
wherein the holding mechanism is capable of}

holding the blank synchronously at a feeding position at
which the blank is fed to the hot press forming apparatus
or the conduction heating mechanism, and

holding the formed product at a discharging position at
which the formed product is discharged from the hot
press forming apparatus.

6. The hot press forming apparatus according to claim 5,
wherein the holding mechanism has a plurality of holding
members that respectively reciprocate between the energiz-
ing position and the processing position, between the feeding
position and the energizing position, and/or between the pro-
cessing position and the discharging position in synchroniza-
tion with each other, to hold the blank and/or the formed
product and release the holding.

7. The hot press forming apparatus according to claim 1,
wherein the hot press mechanism comprises a cooling die for
hot pressing and rapid quenching of the blank.

8. The hot press forming apparatus according to claim 1,
wherein the conduction heating mechanism heats the blank to
a temperature for hot pressing by the hot press mechanism.

9. The hot press forming apparatus according to claim 8,
comprising:

atemperature sensor in the conduction heating mechanism
for detecting the temperature of the blank.
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